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(54) PLASTIC CONTAINER AND MOLD FOR PRODUCING IT 

(57)Abstract: 

PURPOSE: To prevent a bottom of a plastic container 
from being cracked by a method wherein depressed 
parts are formed on a bottom surface on the both sides 
of a pinch-off part so as to be staggered to each other 
toward the top and base parts of the pinch-off part. 
CONSTITUTION: Depressed parts 6, 7 each having a 
semi-circular cross section are provided on surfaces 4, 
5 across a pinch-off part 3 so as to be staggered to 
each other. The depressed part 6 is provided nearer the 
top of the pinch-oft part 3 than the depressed part 1. At 
the molding of the pinch-off part 3, staggered 
protuberances 12, 22 of both molds 10, 20 compress the 
pinch-off part 3 on its way to be molded to reduce resin 
layers 1a, 1b, 1c in wall thickness as well as press up the 
second resin. layer 1b and the third resin layer 1c as 
inner layers apart from the top of the pinch-off part 3. 
As a result, the second resin layer 1b and the third resin 
layer 1c are prevented from being squeezed out of the 
top of the pinch-off part 3. in addition, the second resin 
layer 1b and the third resin layer 1c reduced in wall thickness are improved in adhesion 
bottom crack of a plastic container 1 is prevented by the synergistic effect 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1]A plastic container, wherein a press crevice in a completely different class is formed in 
both side surfaces of said pinch off part at the tip [ of a pinch off part ], and base side in a 
plastic container which it was fabricated by extrusion blow molding and a pinch off part projected 
from a pars basilaris ossis occipitalis. 

[Claim 2]It is a metallic mold for extrusion blow molding which consists of a metallic mold of a 
right-and-left couple for manufacturing a plastic container in which a pinch off part projects 
from a pars basilaris ossis occipitalis, A plastic container manufacture public-funds type, wherein 
a projected rim which counters in a completely different class mutually with a metallic mold on 
either side is provided in a pinch-off-part die surface in each metallic mold of said right and left. 



[Translation done.] 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application]This invention relates to the plastic container which a pinch off part 
projected from the pars basilaris ossis occipitalis, and its manufacture public-funds type. 
[0002] 

[Description of the Prior Art]It extrudes to one of the methods which manufactures the ** form 
container made from a plastic, and there is a blow molding method. A pinch off part projects from 
a pars basilaris ossis occipitalis as the container manufactured with this molding method is 
indicated by JP.H3-3201 3,U, JP,H3-3460,Y, etc. 

[0003] drawing 5 is a sectional view of the pinch off part 50 of the conventional plastic container, 
and the plastic container in this case carried out blow molding of the tube shape parison which 
laminates three kinds of resin, was formed, and there is. 

[0004]In the conventional plastic container, it remains to the tip of the pinch off part 50, without 

each resin layers 51, 52, and 53 hardly changing the thickness. 

[0005] 

[Problem(s) to be Solved by the Invention]However, when the inside resin layers 52 and 53 

remained even at the tip of the pinch off part 50 like before, without changing thickness, the 

plastic container had the fault of being easy to generate a double-dip decline. 

[0006]This invention is made in view of the problem of such a Prior art, and it aims at providing 

the plastic container which a double-dip decline does not produce easily, and its manufacture 

public-funds type. 

[0007] 

[Means for Solving the Problem]This invention adopted the following composition, in order to 
solve said SUBJECT. A plastic container of this invention was fabricated by extrusion blow 
molding, a pinch off part has projected from a pars basilaris ossis occipitalis, and a press crevice 
in a completely different class is formed in both side surfaces of this pinch off part at the tip [ of 
a pinch off part ], and base side. The sectional shape of a press crevice can adopt various shape, 
such as semicircular shapes. 

[0008]A plastic container manufacture public-funds type of this invention is a metallic mold for 
extrusion blow molding which consists of a metallic mold of a right-and-left couple for 
manufacturing said plastic container, and a projected rim which counters in a completely 
different class mutually with a metallic mold on either side is provided in a pinch-off-part die 
surface in each metallic mold of said right and left. 

[0009]A pinch off part in said plastic container and a pinch-off-part die surface in said metallic 
mold have preferred tapered shape which makes a pinch off part tapering off as it progresses at 
a tip. 
[0010] 

[Function]If it carries out [ mold clamp ] of the metallic mold on either side, the parison which is 
a raw material of a plastic container will be compressed by the pinch-off-part die surface, and a 
pinch off part will be formed. It acts so that it may push up in that case, while the projected rim 
of a metallic mold on either side in a completely different class compresses the pinch off part to 
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form. As a result, thickness of a pinch off part can be made thin. 

[001 1]When said parison consists of laminated plastic especially, said projected rim pushes up 
resin of a inner layer, it keeps away from the tip of a pinch off part, and, as a result, resin of a 
inner layer ceases to overflow the apical surface of a pinch off part. In the pinch off part which 
was compressed and was made thin in thickness, the thickness of resin of a inner layer also 
becomes thin and an adhesive property becomes good. A double-dip decline of a plastic 
container stops arising by this. 
[0012] 

[Example]Hereafter, working example of this invention is described based on the Drawings of 
drawing 4 from drawing 1 . Drawing 2 is a front view fracturing and showing the pars basilaris 
ossis occipitalis of the plastic container of this invention. This plastic container 1 carries out 
blow molding of the laminated plastic, is formed, and has the pinch off part 3 at that pars 
basilaris ossis occipitalis 2. 

[0013] Drawing 1 is a sectional view expanding and showing the pinch off part 3. Laminated 
plastic consists of three layers, the 1st outside resin layer 1a is most formed with high density 
polyethylene, the 2nd resin layer 1b of the inside is formed with denaturation polyolefine, and the 
3rd inside resin layer 1c is most formed by the ethylene-vinyl acetate copolymer emulsion. The 
thickness of the 2nd resin layer 1b and the 3rd resin layer 1c is very thin in the pinch off part 3 
so that clearly also from drawing 1 . 

[0014]The press crevices 6 and 7 which the pinch off part 3 makes the approximately trapezoidal 
shape of a taper toward a tip, and make section semicircular shapes to the both side surfaces 4 
and 5 are formed. The press crevices 6 and 7 are allotted in a completely different class 
mutually, and the press crevice 6 is located in the tip side rather than the press crevice 7. The 
curvature radius of the press crevice 6 is made into the byway a little rather than the curvature 
radius of the press crevice 7. 

[0015]Next, the metallic mold used for manufacture of this plastic container 1 is explained with 
reference to drawing 3 and drawing 4 . Drawing 3 is an outline lineblock diagram of the blow 
molding device in the state where the metallic mold was opened. The metallic mold comprises 
the metallic molds 10 and 20 of the right-and-left couple, and when mold closing is carried out, 
the outside of said plastic container 1 and an isomorphism-like cavity are formed in the inside. 
[0016] Drawing 4 is a sectional view expanding and showing the pars basilaris ossis occipitalis of 
the metallic molds 10 and 20 in a mold closing state, and the pinch-off-part die surface is 
formed in the pars basilaris ossis occipitalis of the metallic molds 10 and 20, respectively.The 
pinch-off-part die surface of the metallic mold 10 has the taper surface 11 which approaches 
the metallic mold 20 as it progresses caudad, and the projected rim 12 which formed protruding 
is carried out to section semicircular shapes in the middle of this taper surface 1 1, and is 
prolonged at right angles to space in drawing 4 . It has the taper surface 21 which approaches the 
metallic mold 10 as he also follows caudad the pinch-off-part die surface of the metallic mold 20, 
and the projected rim 22 by which formed protruding was carried out to this taper surface 21. 
The projected rims 12 and 22 are allotted in a completely different class mutually, and the 
curvature radius of the projected rim 12 is a byway a little rather than the curvature radius of 
the projected rim 22. The tip of each taper surfaces 1 1 and 21 stands in a row with the pinch-off 
edges 13 and 23, respectively. 

[0017]While said metallic molds 10 and 20 opened, the tube shape parison 40 which laminates 
three kinds of resin, high density polyethylene, denaturation polyolefine, and an ethylene-vinyl 
acetate copolymer emulsion, is extruded from the extrusion machine 30. 

[0018]Then, if it closes and carries out [ mold clamp ] of the metallic molds 10 and 20, while 
compressing the middle of the pinch-off-part die surface of both the metallic molds 10 and 20 
being the parison 40 and fabricating the pinch off part 3 of the plastic container 1, the pinch-off 
edges 13 and 23 have consumed the tip of the pinch off part 3. 

[0019]While the projected rims 12 and 22 of both the metallic molds 10 and 20 in a completely 
different class compress the pinch off part 3 to form and make thin thickness of each resin 
layers 1a, 1b, and 1c at the time of shaping of this pinch off part 3, the 2nd inside resin layer 1b 
and the 3rd resin layer 1c are pushed up, and it keeps away from the tip of the pinch off part 3. 
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[0020]The 2nd resin layer 1b and the 3rd resin layer 1c stop as a result, overflowing the tip of 
the pinch off part 3. If the thickness of the 2nd resin layer 1b or the 3rd resin layer 1c becomes 
thin, an adhesive property will increase. A double-dip decline stops arising in the plastic 
container 1 according to this synergistic effect. 

[0021]When the placed opposite of the projected rims 12 and 22 is carried out to same height, 
while compression by the projected rims 12 and 22 bars the aggressiveness raising of the 2nd 
resin layer 1b and the 3rd resin layer 1c, there is a possibility of extending the metallic molds 10 
and 20, but. If the projected rims 12 and 22 are allotted in a completely different class like the 
metallic molds 10 and 20 of this invention, the aggressiveness raising of the 2nd resin layer 1b 
and the 3rd resin layer 1c comes to be performed smoothly, and the metallic molds 10 and 20 
cannot extend. 

[0022]After expanding the parison 40 until there are not blow molding with a common process of 
the mold clamp back of the metallic molds 10 and 20 and a place which changes in any way, it 
pours in pressurized fluid into the parison 40 and it touches a cavity surface, cooling 
solidification is carried out and the outside surface of the plastic container 1 is fabricated. 
[0023] 

[Effect of the Invention]As explained above, according to this invention, the outstanding effect of 
a double-dip decline of a plastic container stopping arising is done so by having formed the press 
crevice in a completely different class in a pinch off part. 



[Translation done.] 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is an expanded sectional view of the pinch off part of the plastic container of this 
invention. 

[Drawing 2] It is a partial fracture front view of the plastic container of this invention. 
[Drawing 3] It is the whole manufacture public-funds type sectional view of this invention. 
[Drawing 4] It is a manufacture public-funds type partial expanded sectional view of this 
invention. 

[Drawing 5] It is an expanded sectional view of the pinch off part of the conventional plastic 
container. 

[Description of Notations] 

1 Plastic container 

2 Pars basilaris ossis occipitalis 

3 Pinch off part 

6 and 7 Press crevice 

10 Metallic mold 

1 1 Taper surface (pinch-off die surface) 

12 Projected rim 

20 Metallic mold 

21 Taper surface (pinch-off die surface) 

22 Projected rim 



[Translation done.] 
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